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IN THE CLAIMS: 

This listing of claims will replace all prior vereions, and listings, of claims in the 
application: 

1. {Cancelled). 

2. {Currently Amended) A method of detecting a malfunction in an electric 
injection-molding machine, the method being applied to the Gtop of ojoctii^g election of 
a molded product by pushing an ejecior pin out of a die, thenaethod.comprising: 

obtaining a pattern showing characterizing torque of an ejector-pin driving 
motor ¥e»«s relative to lime or a position of an ejector pin based on when a molded 
product is normally removed; 

settings in advance^, at least one monitoring ?one based on the pattern and the 
upper and lower limits of torque in each of the monitoring zones; 

monitoring a torque value in each of the monitoring zones during the ejeeting 
stopr^Mging gjection of the molded pr oduct and determminp ihat a malfiinction eecws 
Jaas occurred when the torque value falls outside the upper and lower limits of the 
monitoring zone, and counting the number of malfunctions; and 

raising an alarm when the number of malfunctions in during u single ejection 
step reaches a predetermined number. 

3. (Currently Amended) A method of detecting a malfunction in an electric 
injection-molding machine, the method being applied to the stop of ojocting ejection of 
a molded product by pushing an ejector pin out of a die, the method c ompr]^\n^' 

obtaining a pattern s howing characterizinf ? torque of an ejector-pin driving 
motor v«F5«s relative to time or a position of an ejector pin based oq when a molded 
product is normally removed; 

setting* in advance^ at least one monitoring zone based on the pattern and the 
upper and lower limits of torque in each of the monitoring zones; 
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monitoring a torque value in each of the monitoring zones during the qjeoting 
stop, judging ejection of the molded product and determining that a malfunction eeear-s 
has occurred when the torque value falls outside the upper and lower limits of the 
monitoring zone> and counting the number of malfunctions; and 

raising an alarm when tlie number of malfunctions occurring within a 
predetermined time reaches a predetermined number 

4. (Camel/ed). 

3. {Cvrrenily Amended) A method of detecting a malfunction in an hydraulic 
injection-molding machine, the method being applied to tho stop of ejecting ejection of 
a molded product by pushing an ejector pin out of a die, the method c omprisinf^: 

obtaining a panern showing characterizing hydraulic pressure of an ejector-pin 
driving hydraulic pump v e rsus relative to time or a position of an ejector pin based on 
when a molded product is normally removed; 

settings in advance, at least one monitoring zone based on the pattern and the 
upper and lower limits of hydraulic pressure in each of the monitoring zones; 

monitoring a hydraulic pressure value in each of the monitoring zones during 
the ejecting step, ■ judgir> g ejection of the molded product and detennining that a 
malfunction occurs has occurred when the hydraulic pressure value falls outside the 
upper and lower limits, and counting the number of malfunctions; and 

raising an alarm when the number of malfunctions \^ during* a single ejection 
slep reaches a predetermined number. 

6. (Currentfy Amended) A method of detecting a malfunction in a hydraulic 
injection-molding machine^ the method being applied to the fltop of ojeoti ng ejection of 
a molded product by pushing an ejector pin out of a die, the_method comprising: 

obtaining a pattern showing characterizing hydraulic pressure of an ejector-pin 
driving hydraulic bump pump relative to time or a position of an ejector pin based on 
when a molded product is normally removed; 
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setting^ in advance^ at least one monitoring zone based on the pattern and the 
upper and lower limits of hydraulic pressure in each of the nrtonitoring zones; and 

monitoring a hydrauh'c pressure value in each of the monitoring zones during 
the ejooting atop, judging ejection of the molded product and dcienTiininfi ihat a 
malftjnction occurs when die hydraulic pressure value falls outside the upper and lower 
limits of the monitoring zone, and counting ihc number of malfunctions; and 

raising an alarm when the number of malfunctions occurring within a 
predetermined time reaches a predetermined number. 
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